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STEEL CORD RENFORCED PLASTIC 
MATERIALS 

The present invention relates to reinforced plastic 
materials and more particularly but not exclusively to 
reinforced plastic materials in the form of pipes and like 
articles. 
Filament-wound reinforced plastic articles are being 

increasingly used in widely differing fields of applica 
tion. This increasing use is believed to be due, at least in 
part, to the fact that the articles can be readily manufac 
tured on a commercial scale with relatively low labor 
costs and that the manufacturing can be carried out to 
provide homogeneous products having predetermined 
mechanical properties selected according to the in 
tended use of the products. 

Examples of such filament wound reinforced plastic 
articles include plastic pipes, e.g. for transporting liq 
uids including overhead as well as underground pipes, 
containers, electrical switchgear housings, chimneys 
and ski-poles. Relatively new forms of the above fila 
ment-wound plastic articles are boilers, machine parts 
such as pneumatic and hydraulic cylinders, downhole 
pipes, spindles for rolls of thread-like or sheet-like prod 
ucts, lamp standards, poles for electricity and telephone 
cables, golf clubs, air compressor parts, gas cylinders 
etc. 
Up to a few years ago the reinforcement of plastic 

articles was generally effected by the use of glass fibers 
in various forms. Thus, for example, the glass fiber 
could be used in a continuous form (e.g. delivered from 
a spool) either alone or in conjunction with woven 
materials, or in the form of staple fibers which were 
either applied in mat form or sprayed on to the plastic 
material. For certain special applications such as for 
aircraft or spacecraft, other reinforcing materials such 
as carbon fibers have been used. 
Many of the above-described glass fiber-reinforced 

plastic materials have often been found to suffer from a 
lack of rigidity and a relatively low resistance to creep 
and fatigue. Also there is a reluctance on economic 
grounds to use expensive reinforcing materials such as 
carbon fibers in order to overcome the above disadvan 
tages associated with glass fiber-reinforced plastic mate 
rials, and steel wire has therefore been proposed as an 
alternative reinforcing material. The reinforcing steel 
wire can be in the form of steel wire perse, woven steel 
wire fabrics or unidirectional non-woven steel wire 
fabrics wherein a series of parallel steel wires are 
bonded to, and supported by, a thin non-woven glass 
fiber backing sheet; the latter non-woven fabrics are 
herein referred to as "wire-sheet'. 

Besides an increase in rigidity, the use of steel wire as 
reinforcement was found to provide simultaneously a 
somewhat greater creep- and fatigue-resistance, and 
these advantages in general outweighed the disadvan 
tages of the use of steel in reinforced plastics arising for 
example from its high density and its relatively poor 
adhesion to plastic. Moreover, steel wire used in con 
junction with glass-fiber in a well designed construction 
shows indeed very little or no increase in the overall 
density of the product and still has an improvement in 
technical properties. However besides the poor adhe 
sion to plastics, the main drawback of steel wire, ac 
cording to the conclusions of an article by R. H. Stret 
ton and P. Covell entitled “Wire sheet as a reinforce 
ment in resin matrices' published in "Composites', 
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2 
1970, pages 171 to 175, is its springy nature which 
makes its difficult to handle. 
We have now discovered that plastic materials in the 

form of pipes, containers or sheet like laminates can be 
advantageously reinforced by means of a combination 
consisting essentially of resin impregnated glass fibers 
and steel cord, the term "steel cord' being used herein 
in its conventional sense to denote cord composed of 
two or more steel wires or wire strands (generally from 
high carbon steel e.g. steel having a carbon content of at 
least 0.4% by weight) twisted together. By the term 
combination is meant here that resin impregnated glass 
fibers are present in the immediate vicinity of the steel 
cords whereby the orientation of these glass fibers is not 
predominantly transverse to the orientation of the 
cords. 

In particular, we have found that the use of at least 
one layer of the above combination of steel cord and 
glass fibers can provide reinforced plastic materials 
having surprisingly improved mechanical properties as 
compared with conventional steel wire-reinforced ma 
terials. Examples of properties which can be improved 
by the use of reinforcements in accordance with the 
present invention include strength (e.g. bending resis 
tance and tensile strength), rigidity, delamination resis 
tance, impact resistance, creep resistance and fatigue 
(weeping) resistance. These improvements are thought 
to be due in part to the better anchoring effect in the 
plastic of steel cord as opposed to steel wire. The pres 
ence of resin impregnated glass fibers in the immediate 
vicinity of the steelcords either in a random orientation 
or with the same orientation as that of the steelcords 
further promotes the wetting of the steelcord surface by 
the resin but similarly avoids the appearance of pure 
resin spots or streaks on or interbetween the steelcords, 
which spots are generally weak places in the composite 
material. It thus enables to design a composite material 
which structure is as homogeneous as possible. 
A further advantage of the present invention is that 

the steel cord and glass fiber reinforcing elements are 
generally easier to work and process than previously 
used steel wire and glass fiber reinforcing elements. 
Furthermore the introduction of steel cord instead of 
steel wire for the reinforcement of plastic material in 
accordance with the present invention does not require 
extensive retraining of labor force required to carry out 
the invention, in contrast to the introduction of the 
above-mentioned wire sheet as a reinforcing material. 
Several layers of glass fibers and/or of wire sheet 
wherein the wires have a certain diameter (and hence a 
predetermined stiffening effect) can easily be replaced 
by just one layer of steelcords with an equal stiffening 
effect but with much quicker and easier processing 
behaviour. As a consequence the use of less reinforcing 
material and less plastic material shall result in lighter 
products with the same or even better mechanical prop 
erties, which constitutes a great economic advantage. 
We have also found that the steel cord can generally be 
used in conventional filament winding machines with 
out the need for extensive adaptions to the machinery. 
A still further advantage is that the incorporation of 
steel cord as reinforcing elements provides antistatic 
and heat dissipating properties in the products thus 
obtained. In general it has been found that in pipe like 
structures including containers, the advantages of using 
steelcord reinforcing elements in combination with 
glass fibers according to the invention as compared 
with glass alone will be more pronounced for large 
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diameter (>50 cm) and longer length (>6 m) pipes or 
for high performance pipes. Similarly the reinforcing 
effect of steelcord according to the invention is more 
pronounced for sheet like laminated structures with 
large surfaces or for axially reinforced laths with great 
length. 
With regard to the steel cord used in the reinforce 

ment of the plastic material, this can be used as such or 
in the form of non-woven or woven fabric, for example 
a woven fabric comprising a steel cord woven together 
with a synthetic fiber such as a nylon or polyester, the 
steel cord preferably constituting the warp and the 
synthetic fiber constituting the weft. The steel cord 
used in accordance with the present invention may be 
formed for example by a core wire (e.g. having a diame 
ter of 0.25 mm or more) surrounded by several (e.g. 4 to 
7) wires having a diameter not greater than the core 
wire twisted around the core wire. Alternatively the 
steel cord may be formed for example by a coreless 
strand of 2 to 5 wires twisted together, each wire having 
a diameter of for example 0.15 to 0.60 mm. Other suit 
able steelcord constructions are composed of a core 
strand surrounded by wires respectively by other 
strands or are composed of a coreless structure of wire 
strands twisted together. In some case it may be pre 
ferred to use steelcord constructions composed of a 
core wire surrounded by a number of wire strands. By 
using heavier constructions, it is possible to decrease the 
number of cords (or cord layers) in the composite struc 
ture which is necessary to obtain a predetermined im 
provement in mechanical properties. The steelcords 
used can further be wrapped with a long lay by a single 
wire. In this way the bending rigidity of the cord is 
increased as well as its axial compression resistance. 
The plastic material may be either a thermoplastic or 

thermosetting material, examples of the latter including 
polyesters, epoxy resins, phenolic resins, melamine-for 
maldehyde resins, ureaformaldehyde resins, resorcinol 
formaldenyde resins or polyurethanes as well as ther 
mosetting copolymers. The plastic material may if de 
sired also contain a dry filler uniformly dispersed in it, 
e.g. an inorganic material which may be present in an 
amount not exceeding 60% by weight. The presence of 
a filler lowers the price of the reinforced structure con 
siderably, but has generally a disadvantageous effect on 
the mechanical properties and the corrosion resistance 
of the structure and of the wetting capacity of the resin. 
Fillers can also retard the curing of the resin. 
The reinforced plastic material according to the in 

vention may be produced in the form of articles having 
any desired form. The invention is particularly applica 
ble to the production of articles in the form of rein 
forced plastic pipes and the like such as are convention 
ally produced on filament winding machines. Specific 
examples of such articles are described in more detail 
below. 
Where pipes and like articles e.g. body portions of 

containers are concerned the steel cord and glass fiber 
reinforcing elements can be arranged in the plastic ma 
terial with the cords and fibers in an axial direciton or in 
a circumferential direction transverse to the axis. If 
desired the reinforcing elements can contain a combina 
tion of axially and circumferentially disposed steel 
cords and glass fibers, the reference herein to circumfer 
entially disposed steel cords and glass fibers intended to 
include within its scope steel cords and glass fiber 
which are at angles other than 90 to the axial direction, 
as will for example be the case if an unidirectional non 
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4. 
woven fabric of steel cords or glass fibers is arranged 
helically in the manufacture of a plastic pipe. 
With regard to the combination steel cord and glass 

fibers several combination forms are possible. Thus for 
example the steel cord can be at least partially embed 
ded in glass fiber rovings with the steel cords and glass 
fibers in parallel relationship. In this embodiment, the 
ratio of the number of steel cords in the number of glass 
fiber rovings in cross-sections of the same layer prefera 
bly does not exceed 2:1 and is advantageously in range 
of 1:1 to 0.33:1. Alternatively, one or more layers of 
steel cord material (e.g. as woven or non-woven fabric) 
can be employed in combination with one or more lay 
ers of glass fiber rovings and/or glass fiber fabrics (e.g. 
a non-woven fabric). The plastic material may thus for 
example contain a number of layers of glass fiber rov 
ings, combinations of glass fiber rovings with steel cord 
at least partially embedded therein, combinations of 
glass fiber fabrics and steel cord fabrics as herein de 
scribed. These superimposed layers may be axially or 
circumferentially arranged or a portion of such layers 
may be axially arranged while the remaining layers are 
circumferentially arranged. Thus, for example, a plural 
ity of layers of woven steel cord fabric and non-woven 
glass fiber fabric can if desired be used. At least some of 
these superimposed layers are preferably separated 
from one another by glass fiber layers which are advan 
tageously arranged circumferentially while the steel 
cord and glass fiber fabric layers are arranged axially, 

In order to ensure that the plastic materials have the 
desired properties for the particular use for which they 
are intended, a suitable combination of glass fiber and 
steel cord reinforcing elements should be chosen as 
described below in the Examples. 
The present invention further provides methods and 

machines for the preparation of reinforced plastic mate 
rials according to the invention wherein a combination 
of glass fiber and steel cord are incorporated as rein 
forcing elements into a plastic material. When the rein 
forced product is in the form of a pipe or like article the 
steel cord and glass fiber are advantageously incorpo 
rated into the plastic material by the technique of fila 
ment winding. Thus, glass fibers impregnated with a 
plastic material (conveniently a plastisol) and steel cord 
can be applied on to a stationary or rotating mandrel to 
provide an axial or circumferential arrangement respec 
tively of reinforcing elements in the plastic material. 
The present invention will be further illustrated by 

reference to the accompanying drawings wherein: 
FIG. 1 is a longitudinal view of an apparatus for 

producing reinforced plastic pipes according to the 
invention using glass fiber rovings and steel cords in an 
axial arrangement; 

FIG. 2 is a transverse cross-sectional view of the 
apparatus of FIG. 1; 
FIG. 3 is a perspective view of an apparatus for pro 

ducing reinforced plastic pipes with a conical shape 
according to an alternative method. 

FIG. 4 is a view of an apparatus for producing rein 
forced plastic pipes according to the invention using 
glass fiber rovings and steel cords in a circumferential 
arrangement. 
FIG. 5 is a cross-sectional view of an apparatus for 

producing reinforced plastic pipes according to the 
invention using woven sheet reinforcement materials; 
and 

FIG. 6 is a cross-sectional view along the line A-A 
of FIG. 5. 



4,119,748 
5 

FIG. 7 is a graph illustrating the weeping behavior of 
steelcord reinforced plastic pipes. 

Referring first to FIGS. 1 and 2, a set of parallel 
resin-impregnated glass rovings 1 and a set of non 
impregnated steel cords 2 are advanced to a guiding 
system 3 which is mounted in the vicinity of the surface 
of a stationary mandrel 4 of a conventional filament 
winding machine, the guiding system comprising essen 
tially a pair of circumferentially grooved rollers 8, 
through which the steel cords are passed. The glass 
rovings can be passed through conventional eyelets. 
The creels and the guiding system 3 are simultaneously 
moved axially over rails along said mandrel and the 
reinforcing elements are brought together in mutual 
longitudinal contact by means of said guiding system 
and further guided as an axial layer onto the mandrel 
surface so as to arrange and embed each steelcord in a 
glass fiber roving. To prevent any disturbance or distor 
tion of the axial layer in a transverse direction and to 
hold the layer straight and firm in its axial position an 
elastic tying thread 5 is simultaneously wrapped with a 
large lay and under a certain tension on to the axial 
layer by means of a suitable winding system 6 which is 
connected with the system 3 and thus moves along the 
mandrel during winding. The tying thread simulta 
neously promotes the embedding of the steelcord in the 
rovings. When the system 3 arrives at one end of the 
mandrel, the mandrel is axially turned by an angle suffi 
cient to provide a new axial layer next to the layer 
which has just been layed. The system 3 returns axially 
to the other end of the mandrel and the other helical 
tying thread, delivered from spool 7, is now wrapped 
onto the new axial layer. This process is repeated until 
the whole mandrel is covered with axial layers. In each 
axial layer situated next to the neighboring axial layer 
on the circumference of the mandrel the steelcord is 
alternatively disposed on top, respectively at the under 
side of the rovings. 
To control the lateral spacing of the steelcords, they 

are passed between two suitable grooved rollers 8 and 
between guiding bars 9 (e.g. from spring wire). It is also 
advantageous to guide the threads 5 through eyelets 10 
which are arranged in close proximity to the mandrel 4 
and to arrange the revolving rings carrying spools 6 and 
7 somewhat eccentrically around the mandrel 4 and 
preferably in such a way that the center of the revolving 
system is situated below the center of the mandrel. 
Advantageously the steel cord is delivered overhead 

from stationary spools 11 e.g. by means of a tubular 
flyer mechanism 12 as described in our copending Brit 
ish Application No. 14606/75. This arrangement pro 
vides a continuous supply of steel cord without unde 
sired torsional stress (i.e. substantially free from twist) 
for as long as suitable reels of the steel cord continue to 
be available. However cord tension is limited with this 
system to almost 2 kgf per cord and heavy cords cannot 
be supplied by means of these stationary spool system. 
In the case of heavy cords, rotating spools are used. 
When the mandrel has a conical shape, the machine 

illustrated in FIGS. 1 and 2 and described above is not 
well suited as it causes an undue overlapping of rein 
forcing material at the top end of the cone. In this case 
the machine shown in FIG. 3 is preferred. The conical 
mandrel 1 is covered with an innerliner 2 and if desir 
able with circumferentially arranged layers of reinforc 
ing material. The axial reinforcement is prepared on a 
separate table 3. On a supporting net structure 4 a resin 
impregnated glass fiber mat 5 is disposed, onto which a 

O 

15 

20 

25 

30 

35 

45 

50 

55 

65 

6 
sheet 6 of resin impregnated glass rovings 13 and steel 
cords 14 is laid down in an axial arrangement. The 
surface of the sheet comprising axial rovings and cords 
is identical to the developed surface of the conical man 
drel and the rovings and cords are directed according to 
the generating line of the conical surface. The axial 
sheet is covered by a resin impregnated glass fiber mat 
7 and further by a sheet 8 of rovings and steel cord 
similar to sheet 6 which extends from the bottom of the 
cone to about halfway the length of the cone. A resin 
impregnated glass fiber mat 9 is put on top and again 
covers the whole surface. Typing threads 10 are deliv 
ered from spools 11 and pass under the net structure 4 
several turns around the mandrel. The threads 10 are 
attached also at the leading end 12 of the net structure 
and the laminate is rolled onto the mandrel and tied 
thereon. The net structure and the attached tying 
threads permit to hold the axial steel cord and glass 
rovings firmly in their position so that their orientation 
on the mandrel surface coincides with the generating 
line of the cone when rolled onto it. This method is 
particularly suitable for lamp standards of long lengths 
(>8 m) with the shape of a truncated cone or pyramid 
(polygonal cross section). Axial reinforcement is imper 
ative here and it was found that one laminated structure 
as described and with galvanized steel cords composed 
of a core wire with a diameter of 0.55 mm surrounded 
by 6 sheathing wires of each 0.47 mm in diameter per 
formed very well in a lamp standard of 11 m in length 
with an inner diameter at its bottom end of 315 mm and 
at its top end of 110 mm. The laminated axial reinforce 
ment structure was sandwiched between circumferen 
tial impregnated glassroving layers and the wall thick 
ness of the standard was about 8 mm. When simulta 
neous winding of steel cords and impregnated glassrov 
ings in circumferential (including helical) arrangement 
on a rotating mandrel is envisaged, the guiding system 3 
illustrated in FIG. 4 is preferred. The rovings 1 and the 
steel cords 2 are guided by means of a system 3 which 
moves axially along the mandrel 4, whereas the combi 
nation of reinforcing strands 1 and 2 are passed over a 
grooved roller 5 in the vicinity of the mandrel surface 
and wound onto the rotating mandrel 4. To enable an 
exact guiding, the orientation of the axis of the guiding 
roller 5 should always be perpendicular to the direction 
of the reinforcing strands and hence the orientation of 
this axis should always be adapted to the winding angle 
of the circumferential layers to avoid friction or air 
inclusions. This winding angle is of course determined 
by the speed of the axial movement of the system 3 and 
the revolving speed of the mandrel 4. 
The above-described apparatus (FIG. 1) for the axial 

winding of combined glass roving-steel cord layers can 
also be adapted for semi-automatic axial arrangement of 
woven cord layers. It is desirable that the cords in the 
axial woven cord layers are straight and under the same 
tension, otherwise the axial strength of the layer may be 
adversely affected. These uniform processing require 
ments can hardly be controlled manually, particularly 
where large diameter pipes are concerned. The appara 
tus illustrated in FIGS. 3 and 4 of the accompanying 
drawings comprises essentially a ring like framework 1 
into which bobbins 2, carrying the woven cord layers 
can be mounted. The framework with the bobbins is 
also provided with a guiding system 3 for the woven 
cord layers and it can be moved axially along the sta 
tionary mandrel 4 of a conventional filament winding 
machine. The woven cord layers are delivered to the 
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mandrel under a certain tension e.g. by exerting a brak 
ing action on the bobbins 2. To prevent any distortion of 
the axial arrangement, again a tying thread 5 is simulta 
neously wrapped with a large lay onto the applied axial 
layers by means of a suitable winding system 6 which is 
connected with the framework 1. 

For long pipes it will be preferable not to arrange the 
bobbins 2 carrying the woven cord layers on the ring 
frame 1, but to arrange them on a separate fixed frame, 
and to use the framework 1 with its guiding system 3 
only as an intermediate device for exact guiding of the 
woven cord layers. With this modification it would also 
be possible to deliver and guide simultaneously with the 
woven cord layers a number of impregnated glass fiber 
rovings or fabrics which glass fiber materials could then 
cover or sandwich the steel cord layers or vice versa. 

It has also been found that the application of pre 
stressed steel cords e.g. in axial direction considerably 
favors the pipe strength. Indeed steel cord having a 
cable structure can elongate a little when it is put under 
slight tension. This small elongation capacity, hereinaf 
ter called structural elongation is due to the radial con 
paction of the cord whereby the sheathing wires or 
strands in the cord are serrated onto the core wire or 
strand when the cord is put under a small longitudinal 
tension. By further tensioning of the axially arranged 
cords to an amount below their elastic limit and main 
taining this tension until the pipe is completely cured, a 
composite structure is obtained wherein the resin matrix 
is under axial compression force whereas the steel cord 
is still stress loaded. When such a pipe is now axially 
bended, certain zones in the pipe wall are exposed to 
compression forces whereas others are exposed to ten 
sile stresses. In the compression zones the resin is then 
further compressed, but as it has a relatively good com 
pression resistance this does not harm. The steel cord 
however is still under tensile stress in this zones and as 
steel cord has a far better tensile resistance than com 
pression resistance, its reinforcing effect is optimal in 
these compression zones. On the other hand, in the 
zones under tensile stress, steel cord offers a suitable 
backbone for the resin matrix due to its high tensile 
strength. Resins have generally not a great tensile 
strength. 
The application of prestressed cords is also of interest 

for the manufacture of sheet like laminated structures 
which can easily be prepared on a table in a similar way 
as described hereinbefore for the manufacture of coni 
cal pipes, 
From the above considerations can be concluded that 

in certain circumstances a process is preferred whereby 
steel cord is put under a tension which is at least suffi 
cient to eliminate the structural elongation in the cords. 

EXAMPLES 
The following materials were used in the construc 

tion of reinforced materials according to the invention: 
1. Polyester resins: 

"I': Isophthalic acid based polyester resin ERVA 
PON type D 1324 (Plastimer - France) 

“D': Vinyl ester resin DERAKANE type 411-C-45 
(Dow Chemical Switzerland) 

"O': Orthophthalic polyester resin ERVAPON type 
D 426 T (Plastimer - France) 

2. Reinforcing materials: 
(a) Glass fiber-products: Rovings 2400 Tex type EC 

14/K937 (Vetrotex) roving width about 4.2 mm, 
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roving thickness about 0.45 mm, tensile strength 
about 160 kg/mm. 
"RN' Rovinap 640405: undirectional continuous 

rovings stitched onto a non-woven web: total 
weight 730 g/m (Chomarat) 

“300M Staple glass fiber mat Vetrotex M 13: 
weight 300 g/m 

"450M' Staple glass fiber mat Vetrotex M 13: 
weight 450 g/m 

“V' non-woven fabric from synthetic fibers (liner) 
(Freudenberg) type H3002 or type 1748 

(b) Steel cord products: 
steelcord SC 4.025 - cord in S or Zlay of 4 brass 

plated high carbon steel wires each having a 
diameter of 0.25 mm 
SC 7.025 - cord of 7 such wires of which one 

forms the core of the strand. 
SC 4.0175-cord of 4 such wires having a diam 

eter of 0.175 mm 
SCS - cord with a core having a diameter of 

0.30 mm surrounded by 6 wires each having a 
diameter of 0.25 mm. 

woven cord WC 14: woven fabric comprising SC 
4.025 cords as warp and nylon monofilaments as 
weft material, the fabric having a weight of 1400 
g/m’ i.e. approximately 897 warp ends per m or 
a packing factor of about 56.5%. 

WC 7: woven fabric comprising SC 4.0175 cords as 
warp and nylon filaments as weft material, the 
fabric having a weight of 700 g/m (920 ends per 
m or a packing factor of 37%) 

The polymerization system used was a conventional 
one using 2% Trigonox 42PR as a catalyst and 1% 
NL49 as accelerator (both of AKZO Chemie). Gelling 
and curing was carried out by infrared heating and at a 
continuously controlled temperature of 75 C.-85 C. 
A first set of pipes were designed for use as lamp 

standards, transport masts for low voltage electrical and 
telephone cables, sailing boat masts, cantilever beams, 
and also chimneys. Conventional materials for such 
articles tend to have substantial drawbacks: aluminum 
may be too expensive, steel may require expensive 
maintenance, and concrete and steel may not be very 
safe and may involve high installation costs owing to 
their high weight. Authorities in several countries are 
now therefore promoting the use of reinforced plastics 
for these applications, especially where transport and 
maintenance is difficult (e.g. in mountainous regions). 
Axial rigidity and strength (e.g. bending resistance and 
tensile strength) are extremely important for these ap 
plications and it was found that glass fiber reinforce 
ment alone could not provide a technical and an eco 
nomical solution to this problem. Axial reinforcement 
with wire sheets provided enhanced rigidity for the 
pipes but the springy nature of the sheets raises difficul 
ties in handling and processing which do not arise when 
using steel cord or woven steel cord. A representative 
test for evaluating the pipes in view of these end uses 
comprises a bending test whereby the pipes are clasped 
at one end and transversely loaded at the other (free) 
end. Bending strength or and bending modulus E were 
determined on four different pipe constructions of 
which the structural elements will be defined as follows: 
R means a circumferentially wound layer of continuous 
glass rovings. 
AG: axially oriented layer of glass fiber rovings 
(AG/2SC.); means axially oriented steel cord in 

contact with each glass fiber roving. 

mm 
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(AG/2SC.); means a similar structure but with two 

axially oriented steel cords on each glass fiber rov 
ing. 

The "D" type resin was used for the pipes. 
In the equations: 

or = 10PLD/(D - d.)) (kgf/mm2) and E = 
(PL/3 If) (kgf/mm2) 

P is the applied transverse load at the end of the pipe 
(kgf) 

L is the free length of the pipe tested (mm) 
D is the outer diameter of the pipe (mm) 
d is the inner diameter of the pipe (mm) 
I is the moment of inertia (mm) 
fis the moment of deflection (mm) at the end of the pipe 
Several pipes of each construction type were tested and 
the average values of E and or were calculated, 

TABLE 1 
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interfaces between an axial layer and a circumferential 
layer, the presence of a certain amount of chopped glass 
fibers sprayed onto the outerside of the underlying layer 
(by means of e.g. a conventional spray-up device com 
prising a chopper associated with a resin nozzle) is also 
useful. 
The incorporation of steel cord imparts a substantial 

improvement in axial bending strength and modulus to 
the pipe as compared with pipes of similar structure 
reinforced with glass fiber alone, as illustrated by pipe 2 
of Table 1. 
The structure of pipe 3 of Table 1 with an identical 

composition to that of pipe 1 but with a small diameter 
was also tested and, as could reasonably be expected, it 
showed a substantially higher strength owing to its 
greater (D - d.)/d ratio. In pipe 4 the two axial rein 
forcing layers were designed as follows: each layer 
comprising axial glass rovings and in contact with each 

PIPE SPECIMEN with reinforcement - bending test - masts, lamp standards 
Composition of pipe wall 

No. du Di Lu inside-Go outside (sim) (kgfam) 
1 90 96.6 3500 v-R-R-R-5S - S -R-R-V 2270 27 
2 90 98.8 3500 V-R-R-R-AGAG-AG-AG-R-R-V 1240 48 

3 28 34.2 000 v-R-R-R-S-S-R-R-V 2333 53 

' ' ' ' v-R-R-R-s-s-R-R-v ' 51.2 

Lamp standards are generally designed with a length 
between about 4 m and 18 m. A very advantageous 
composite steelcord reinforced pipe structure for this 
application seems to be composition 1 in Table 1. Dur 
ing the bending test, one part of the axial layers is stress 
loaded, whereas another part receives a compressive 
load. This unbalance in loading forces creates generally 
transverse stresses in the cross-section, tending to de 
form it radially. It is well known that this deformation 
(generally called ovalisation) of the pipe cross-section 
can be avoided by providing a structure which resists 
these radial stresses. Therefore three 90' circumferen 
tial resin-impregnated glass roving layers R were ap 
plied next to the inner liner V as a substructure to resist 
these radial stresses. Replacement layers R by a resin 
impregnated glass fibermat (M) can further enhance the 
stiffness and delamination resistance of this substructure 
which is in itself a strongly coherent laminate or sand 
wich structure. 

This substructure was further covered by two subse 
quent composite axial layers each comprising axially 
oriented glass rovings wherein one steelcord (SCS) was 
arranged axially in contact with each of said rovings. In 
this way the steelcords were somewhat embedded in 
the glass rovings and so contact of the steelcords with 
the resin was better and the formation of air bubbles was 
minimized. Air bubbles are generally very harmful in 
reinforced plastics as they constitute weak points at 
which cracks first are initiated. 

Finally two layers of impregnated glass rovings R 
were circumferentially wound on the axial layers and 
covered with an outer-liner V. These two 90 circum 
ferential layers have again a radial stiffening effect 
which tends to reduce ovalisation, and they also assistin 
supporting the axial layers and limiting the tendency of 
these layers to delaminate. To avoid delamination at the 
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glass roving two steelcords of the 4.025 construction 
were axially arranged. The steel weight in compositions 
3 and 4 was comparable: namely 1330 g/m2 and 1350 
g/m2 of pipe surface respectively. Strength and modu 
lus are however better in pipe 3 which indicates that 
SCS cord is preferably used. From the point of view of 
processing the heavier cord SCS present additional 
advantages as only the half of the cords have to be 
handled compared to 4. Probably the SCS steel cord 
structure, comprising a core wire with a larger diameter 
surrounded by 6 sheathing wires with a smaller diame 
ter, permits a better penetration of the resin in the cord 
and thus increases mechanical anchoring. The SCS 
structure is also cheaper in terms of price per kg. From 
these test results can also be concluded that any combi 
nation of resin impregnated glass fibers and steel cord 
providing an intimate bond between them can be used 
e.g. by combining woven cord layers with impregnated 
glass fiber webs (thin mats Mat one or both sides of the 
woven cord layer) e.g. by sticking thereto. The steel 
cords can also be embedded in the impregnated glass 
fiber rovings during axial winding as is illustrated e.g. in 
compositions 1, 3 and 4 in Table 1. 
Another range of pipes were manufactured and tested 

for use as low pressure transport pipes or ducts for 
liquids which pipes or ducts are supported at regular 
distances e.g. in hangers or saddles. The distance which 
can be bridged by such liquid transport pipes between 
two subsequent supporting members should be as great 
as possible to minimize installation costs which depend 
in part upon the number of supporting members re 
quired per unit length or duct line or pipeline. Similarly 
the strength and creep resistance of the pipes at the 
supporting Zones in the saddles is of utmost importance 
and by using the invention, locally reinforcements (by 
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rings or the like) in these zones can be abandoned or at 
least minimized. Also large container bodies e.g. for 
road tankers are supported in saddles. A representative 
test for evaluating the durability, of the pipes under the 
normal working conditions to which the pipes may be 
subjected is a three-point or four-point bending or load 
bearing test wherein the pipes are transversely sup 
ported at both ends and loaded either transversely 
halfway between said ends (three point bending ASTM 
STP-327) or symmetrically at two points between the 
ends (four point bending). The four point bending test is 
also a reliable approach for evaluating the effect of 
uniform loading over the pipe length. The use of pipes 
as load bearing members as is the case for example with 
core tubes, spingles or beams for collecting and carry 
ing heavy or large rolls of e.g. paper or textile material, 
is another instance where the proposed tests approach 
real working conditions most closely. 

Axial strength is of utmost importance for such appli 

5 

10 

15 

12 
point and four-point test were due to a greater ovalisa 
tion of the pipe cross-section during the four-point test 
at the impact point of the load which resulted in a differ 
ent deflection (f) value. When rectifying these devia 
tions in fivalues, E was indeed the same for the three 
point and four-point tests. In general the effect of sand 
wiching axial steelcord layers between circumferential 
glass roving layers (pipes 5, 6 and 11) was less favorable 
than expected due to air inclusions at the interfaces. In 
this way delamination occurs at said interfaces and thus 
glass fiber mats (M) should preferably be used to im 
prove wetting and anchoring when woven cord is en 
visaged as a reinforcing material. A reinforcing sub 
structure comprising at least one glass fiber layer sand 
wiched by two combination layers of woven cord and 
glass fiber mats can further best be supported by under 
lying circumferential reinforcing layers next to the pipe 
inside, to prevent pipe ovalisation. The effect of the 
resin strength is also well demonstrated by comparing 

cations and hence axial reinforcing layers are very de- 20 10 and 11 with 9 and 6 respectively. 
TABLE 2 

Pipe Specimen - three point and four point bending tests 
E, (kg/mm2) 

Composition of pipe wall o, 3 point 4 point 
No. D inside outside (Kgf/mm2) bending bending 
5 98.6 V-R-R-H-H-R-AWC14-R-AWC14-R-V 19.3 260 2340 
6 98.4 V-R-R-H-H-R-AWC7-R-AWC7-R-V 16.50 2082 2058 
7 99.4 V-R-R-H-H-R-AG-R-AG-R-V 16.10 1985 1783 
8 98.6 V-R-R-H-H-H-R-AWC14-R-V 18 2140 2023 
9 98.6 V-R-R-H-H-H-R-AWC7-R-V 16 1782 1650 
10 98 V-R-R-H...-H...-H.R-AWC7-R.V 13.4 1685 1569 
11 98.2 V-R-R-H-H-R-AWC7-R-AWC7.R.V. 14.3 1774 1819 

sirable. However, the steady transverse load bearing 
effect to which these pipes are subjected requires in 
creased strength to prevent creep (both longitudinal 
extension and radial ovalisation). Hence in the composi 

35 

tions of Table 2 below, two 90 circumferential layers . 
were wound onto the inner liner before the application 
of the helical layers (H). With H is meant a set of two 
superimposed and helically wound layers of glass rov 
ings. It is known that reinforcement with exclusively 
helical layers has a weak resistance to shearing forces 
and hence to delamination as these layers displace them 
selves radially under tensile, compression or flexural 
stresses. The winding angle of the helical layers (H) was 
chosen at 54 with respect to the pipe axis. 
Bending strength o and bending modulus E, were 

calculated according to the following equations: 
three point bending or = (PLD/81) (kgf/mm2) E = 

four point bending E = (PLa/2fT) (1 - 4a/3L)) 

P means the total load transversely applied (kgf) 
L means the distance between the supports at the end of 

the pipes and was here 1.4m 
I means the moment of inertia (mm) 
Dmeans the outer diameter of the pipes (the inner diam 

eter was 90 mm) 
f means the deflection measured at the impact point(s) 

of the loads on the pipe 
a means the distance between support point (pipe end) 
and impact point of load situated most close to said 
support point and was in these test cases 0.3 m 
Again several pipes were tested per composition and 

the E and of values determined. The resin used was 
type "D' except in 10 and 11 where resin “I” was used. 
The test results of these compositions are summarized in 
Table 2. The differences in modulus between the three 
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In addition to the use of low pressure transport pipes 
or ducts in overhead locations there is an increasing 
demand for large diameter underground pipes, particu 
larly sewer and effluent pipes which must be corrosion 
resistant. In addition, in view to their corrosion resis 
tance which is better than that of coated steel pipes, 
reinforced plastic pipes have been proposed for trans 
porting cooling water for electric generating stations 
and for pipes intended for example for laying in lakes or 
burying in corrosive soil or for discharging water into 
the sea. Other proposals include district heating pipes 
for distribution of hot water in densely populated areas, 
slurry piping systems to pump mixtures of solids and 
liquids such as coal slurry over long distances and un 
derground pipelines for high voltage electric cables. In 
addition to their advantageous corrosion resistance, 
reinforced plastic pipes also have the advantage of 
lower installation costs in view to their light weight. 
Moreover measures to strengthen reinforced plastic 
pipes by incorporation of steel cord has the additional 
advantage that they can be made in longer lengths, thus 
bringing down significantly the number of costly joints. 
Increases in service life and elimination of excess weigth 
have given filament wound pipes a great advantage 
over previous concrete pipes in chemical waste pipe 
lines, the weight being less than 20% and service life 
twice as long. Furthermore, a filament wound pipe can 
more readily follow the trench profile in the ground due 
to their higher flexibility in comparision to a buried 
rigid pipe system such a steel-, concrete- and cement 
Masbestos pipes. 

Buried pipes are generally exposed to symmetrical 
compressive stresses and also, in certain areas where 
ground support is not balanced, to axial as well as radial 
bending forces. Internal pressure, when the pipes are 
used for example to transport slurries creates additional 
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circumferential and longitudinal tensile stresses so that 
in fact a quite complicated stress situation can develop 
in such pipes. In view of this situation, several composi 
tions were tested wherein a simultaneous circumferen 
tial winding was used of glass-rovings with steel cord, 5 
both on bobbins. As already mentioned previously, the 
great advantage of such a system resides in that it can be 
carried out with fairly simple, small and cheap auxiliary 
equipment which can be easily and quickly mounted on 
many kinds of conventional filament winding machines. 
Further the ratio between glass fiber rovings and steel 
cord can be easily varied according to the requirements 
of pipe characteristics. The constructions can thus be 
prepared economically and the steel cord is well em 
bedded in the glass rovings. In Table 3 the following 
symbols were used to define the composite pipe struc 
tle: 
Rand H means respectively a 90 circumferential and 

helical layer of glass rovings whereby one steel 
cord is combined with each glass roving. 

Rand Himeans respectively a 90' circumferential and 
helical layer of glass rovings whereby one steel 
cord is combined with every third glass roving. 

R. and H. means a 90 circumferential and helical 
layers of glass roving whereby one steel cord is 
combined with every sixth glass roving 

The winding angle was 60 with respect to the pipe axis 
for helical layers as a large angle is desirable to en 
hance the radial creep resistance of the pipe. 

M225 means chopped glass fiber mat with a weight of 30 
225 g/m. 

The resin used in the type "0" mentioned above, filled 
with Microdol, essentially a CaCO/MgCO compo 
sition. Filler percentage was 37.5% by weight of 
eSt. 

The steel cord used was SC 4.025 and the inner diame 
terd of the pipes was 300 mm. 
The tangential rigidity which is essential for buried 

pipes is best evaluated by means of an external plate 
loading test whereby a pipe segment is placed between 40 
two plates situated parallel to the pipe axis and whereby 
a load P is applied perpendicular to the pipe axis so as to 
deform (ovalise) the pipe transversely. 

In the relationships 
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b means the axial length of the tested pipe segment. 
fmeans the deflection measured at the impact point of 

the load. 
Although the test method for determining the SF 

and STIS-values is very similar, there is no relation 
between them, due to the entirely different way of cal 
culation. In several countries, authorities still look for a 
relation with concrete and asbestos cementpipes and so 
the breaking load P, (kgf/m) and percent deflection at 
rupture (f) were also determined. 
As considerable internal pressure is often present in 

buried pipes, the compositions 12 to 21 were also sub 
mitted to tensile tests (Nol Ring test ASTM-STP 327) 
and the tensile strengths o were determined. The 
length b of the pipe segments tested was 150mm and the 
relationships defining ot, are as follows: 

From Table 3 can be seen that in the first range of 
comparable compositions 12 to 15, composition 13 
shows the best results over composition 12 taking into 
account that a relatively small amount of steel cord was 
added. Composition 21 seems to have a suitable struc 
ture in view of its tangential rigidity. The steel cord 
used should preferably be the SCS-type. Of course simi 
lar constructions will be useful for the design of large 
suction pipes (e.g. for ventilation pipes in mine shafts or 
for unloading grain etc.) and underground storage tanks 
where similar load situations are present. 

Buried pipes should also have a good impact resis 
tance as during installation e.g. with cranes, they are 
generally submitted to shocks, particularly when they 
are laid down in rocky areas. Therefore, some pipe 
structures of Table 3 were tested to determine their 
impact resistance (ASTM-D2444-70/tupA). An impact 
load weight of 5200 g was used and the falling height 
was varied progressively. The impact resistance value 
was considered to be reached when damage at the inner 
or at the outer surface of the pipe was noticed. In the 
compositions where steel cord was wound simulta 
neously with each glassroving in the outer layers, 
greater damage was observed at the pipe inside than at 
the pipe outside. Contamination by fluids from the out 
side is thus less probably in these cases. In the composi 45 

3. tions where steel cord was situated in the inner layers, 
rigidity factor SF - 99. (ASTM 2412-68) greater damage was observed at the pipe outside than at 
(kgf/cm2/cm) the pipe inside. 

TABLE 3 
EXTERNAL PLATE LOADING and Nol Ring (tensile strength) test 

SF Ec Pr ot 
Composition of pipe wall kgf kgf STIS kgf fr kgf 

Comp. D, inside outside cm2/cm mm2 N/m2 m % mm2 
12. 307.6 V-R-H-R-R-V 960 1050 3350 1410 65 24 
13 307.8 V-R-H-R-R-V 1180 1220 4150 757 67 27.5 
14 308.2 V-R-H-R-R-V 1580 340 5510 2000 62 - 
15 308.4 V-R-H-R-R-V 1260 360 4350 1175 50 24.6 
16 309 V-R-R-H-R-R-V 1670 1332 5820 1944 60 23.0 
17 309.2 V-R-R-H-R-R-V 2400 1447 8320 2520 60 23.3 
18 31.4 V-R-R-H-H-R-R-V 4.410 1420 15130 3540. 53 24.2 
19 312 V-R-H-R-AGRN-R-R-V 4000 1207 13700 2260 35 17.8 
20 324.4 V-R-R-H-H-H-R-ACW14-R-V 53400 1736 175100. 4670 8 - 

(cf composition 8) 
21 313 V-M225-V-R-R-H-R-R-R-V 5190 1340 16300 7670 40 15.10 

1.786 Pd 
E. 2 EC = 2 ord - a (ASTM-STP-327) 65 TABLE 4 

/min - 

E. Fenia 0.01863P IMPACT RESISTANCE (kgom) 
initial rigidity STIS - afe - (KOMO) Composition 12 13 14 15 16 17 19 
(N/mm) Impact resistance 143 182 156 286 156 442 1248 

Wall thickness 3.8 3.9 4.1 4.2 4.5 4.6 6 
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TABLE 4-continued 
IMPACT RESISTANCE (kgom) 

(D - d) mm 
Composition 3 gives an improvement in impact resistance over composition 12 of 5 
about 27%. 

High pressure pipes, e.g. for the offshore oil and gas 
production industry, and pressure tanks offer another 
potential application for steel cord-reinforced plastic 
pipes according to the invention since such pipes and 
tanks need a long service life, a high safety factor and 
the ability to withstand relatively high pressures and 
pressure fluctuations. In practice, the burst pressure of 
such a pipe is not very relevant for evaluating its suit 
ability as a pressure pipe since such a pipe must be re 
placed when it shows substantial leakage. The determi 
nation of the "weeping point' of the pipe i.e. the pres 
sure at which a fluid in the pipe will start to seep 
through the pipe wall is therefore a more realistic test of 
the working conditions of pressure pipes and gives at 
the same time an indication of the life expectancy of the 
pipe. Experience with glass fiber reinforced pipes has 
shown that cycling the pressure creates a more rapid 
failure than testing under steady state pressure, due to 
an additional fatiguing effect. Water was used as testing 
fluid because it is well known that water has a destruc 
tive effect on glass fibers: the water penetration through 
microcracks accelerates the degradation of the pipe and 
is in fact the major cause of premature failure of the 
pipe. The determination of the ultimate strength and the 
internal cycle pressure tests were performed on pipes 
with unstrained ends so that also full axial stress loading 
was exerted on pipes as is the case in practice. 
Once the weeping point was determined, pipes were 

submitted to a number of tests at cycling internal pres 
sure values lower than said weeping point and with a 
pulse pressure frequency of 24 cycles per minute. A test 
period of 10 cycles without pipe failure at a pressure P 
is comparable to a pipe life time at P of at least 15 years. 
The compositions tested are represented in Table 5. 

The axial glass roving layers (Syncoglas), in composi 
tion 23 had a weight of about 650 g/m2. In pipe 24 the 
SC 4.025 type was used. It was also found that, when 
simultaneous circumferential winding of glass rovings 
and steel cord (pipe 24) is envisaged, this should prefer 
ably be done on a pregelled innerliner V or on a com 
posite innerliner structure V- M - V, eventually pre 
gelled to prevent transverse cutting of the cord through 
the underlying layers, particularly during pipe manufac 
ture. The pipe inner diameter was 90 mm. For the de 
sign of high pressure pipes it is recommended to pro 
vide a reinforcing layer of circumferentially disposed 
steel cord adjacent to the inner liner. 

In FIG. 7 a graph is represented illustrating the de 
crease of weeping resistance P as a function of the num 
ber of pressure cycles. It is quite clear from this graph 
that the steel cord reinforced composition give far bet 
terresult than the other so that it can be concluded that 
steel cord is a surprisingly useful reinforcement for 
plastic pressure pipes. Particularly compositions with 
simultaneous circumferential winding of steel cord and 
glass rovings (e.g. pipe 24) show an outstanding good 
(weeping) pressure resistance. The slope of the lines in 
FIG. 7 for pure glass fiber reinforced pipes is somewhat 
steeper than for steel cord reinforced pressure pipes 
after about 10 cycles which indicates that steel cord 
reinforced pipes show a better fatigue resistance and 

10 

15 

20 

25 

30 

35 

45 

50 

55 

60 

65 

16 
hence a longer life time even at higher working pres 
sues. 
Although the invention has been illustrated specifi 

cally by reference to cylindrical laminated structures 
containing glass fiber, steel cord and resin, i.e. pipe 
structures, it will be appreciated that the invention also 
includes within its scope the incorporation of steel cord 
in similar manner in pipes with a polygonal cross sec 
tion, in laminates such as flat or curved or undulated 
plates or sheets and in three dimensional plastic struc 
tures such as profiles, cube-like structures, pyramids, 
cones etc. The winding of woven cord strips in combi 
nation with impregnated glassfiber strips in a circumfer 
ential direction by the use of the machine illustrated in 
FIG. 4 is also possible. 
The resins used can be high performance polyesters 

such as certain types Atlac (R) or Leguval (R) or Pala 
tal (R) -resins. Specifically they can be chosen in func 
tion of their high temperature or fire resistance, high 
fatigue resistance, corrosion resistance, chemical resis 
tance (against attack of acids, bases, organic solvents, 
salts, hydrolysing agents etc.). 

TABLE 5 
WEEPING TEST - High pressure pipes 

weeping 
Pi Pipe co iti int ge inside-"P" secomposition outside E. 
6 V-R-R-H-H-R-AWC7.R-AWC7-R-V 120 
7 V-R-R-H-H-R-AG-R-AG-R-V 110 
22 V-R-R-H.H-H-H-R-R-V 80 
23 V-M450-R-AG-R-R-AG-R-V 70 
24 V-M450-V-R-R-H.H-H-H-R-R-V 160 
25 V-M450-V-R-R-H-H-H-R-AWC14-R-V 150 
26 V-M450-V-R-H-H-AWC14-R-R-V 145 
27 V-M450-V-R-H-H-AGRN-R-R-V 100 

The pipes can be provided with resin rich innerliners 
(V) and/or topcoats which act as corrosion barriers. 
For this purpose thixotropic materials such as aerosil 
can be incorporated in the resins of outer and inner 
liners. The resin compositions of the liners can also be 
selected in view of their chemical inertness. The liners 
V can e.g. also be composed of C-type glass fibers. 
Under certain circumstances, brass coated steel cords 

should be replaced by galvanized (Zn-coated) cords, 
particularly when a slowly curing resin is employed to 
avoid reaction between Cut-ions and the resin. The 
reaction products namely decrease the adhesion be 
tween steelcord and resin. Cut-ions further are unde 
sirable as they promote internal corrosion. 

It is understood that the present application is in 
tended to cover these and further modifications and 
variations, uses and/or adaptations of the invention 
following in general the principle of the invention and 
including such departures from the present disclosure as 
come within known or customary practice in the art to 
which the invention pertains, and as may be applied to 
the essential features hereinbefore set forth, as fall 
within the scope of the appended claims. 
What we claim is: 
1. A reinforced shaped synthetic composite compris 

ing a reinforcing material consisting essentially of at 
least one layer of a combination of glass fibers and steel 
cord, said combination comprising steel cord at least 
partially embedded in glass fiber rovings having sub 
stantially the same orientation as the steel cord, a syn 
thetic resin matrix material, said glass fiber rovings 
being impregnated by said matrix material. 
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2. A composite according to claim 1, wherein said 
combination is sandwiched between at least one woven 
steel cord layer and at least one glass fiber fabric. 

3. A composite according to claim 2 wherein said 
fabric is a non woven fabric. 5 

4. A composite according to claim 2, wherein a plu 
rality of superimposed layers of said combination are 
present. 

5. A composite according to claim 4, wherein glass 
fiber layers are situated interbetween the superimposed 
layers of said combinations. 

6. A composite according to claim 5 wherein at least 
a part of said glass fiber layers are transversely oriented 
to the layers of said combinations, 

7. A composite according to claim 1 in the form of a 
pipe. 

8. A composite according to claim 7 wherein said 
combination is axially oriented in the pipe. 

9. A composite according to claim 7 wherein said 
combination is circumferentially oriented in the pipe. 

10. A composite according to claim 9 wherein said 
combination is helically oriented in the pipe. 

11. A composite according to claim 7 wherein a first 
portion of said combinations are axially oriented and a 
second portion of said combinations are circumferen 
tially oriented in said pipe. 

12. A composite according to claim 7 wherein at least 
one reinforcing substructure comprising at least one 
glass fiber layer sandwiched by two layers of said com 
binations is present. 

13. A composite according to claim 1 in the form of 
a sheet-like laminated structure. 

14. A composite according to claim 13 wherein a 35 
number of said combinations are unidirectionally ori 
ented in said structure. 

15. A composite according to claim 13 wherein a 
number of said combinations are oriented in one direc 
tion whereas another number of said combinations are 0 
oriented transversely to said direction. 

16. A composite according to claim 13 and including 
at least one reinforcing substructure comprising at least 
one glass fiber layer sandwiched by two layers of said 4. 
combination. 

17. A composite according to claim 1 in the form of 
a container having a laminated wall structure. 

18. A composite according to claim 17 comprising a 
cylindrical body portion whereby said combinations are 50 
axially oriented in said portion. 

19. A composite according to claim 17 comprising a 
cylindrical body portion whereby said combinations are 
circumferentially oriented in said portion. 
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20. A composite according to claim 19 wherein said 

combinations are helically oriented in said portion, 
21. A composite according to claim 17 comprising a 

cylindrical body portion, whereby a first plurality of 
said combinations are axially oriented and a second 
plurality of said combinations are circumferentially 
oriented in said body portion. 

22. A composite according to claim 17 comprising a 
cylindrical body portion including at least one reinforc 
ing substructure, comprising at least one glass fiber 
layer sandwiched by two layers of said combinations. 

23. A composite according to claim 1 wherein the 
steel cord is substantially free of torsional stresses. 

24. A composite according to claim 1 wherein the 
steel cord is under a tension at least sufficient to elimi 
nate its structural elongation. 

25. A composite according to claim 1 wherein the 
steel cord is composed of a core wire surrounded by a 
number of sheathing wires, each having a diameter not 
in excess of that of said core wire. 

26. A composite according to claim 25 wherein said 
core wire has a diameter of at least 0.20mm and is sur 
rounded by four to seven wires. 

27. A composite according to claim 1 wherein the 
steel cord is composed of a coreless strand of two to five 
Wes. 

28. A composite according to claim 27 wherein said 
wires each have a diameter between 0.15 mm and 0.60 

29. A composite according to claim 1 wherein the 
steel cord is composed of a number of strands twisted 
together. 

30. A composite according to claim 1 wherein the 
steel cord is composed of a core strand surrounded by a 
number of wires. 

31. A composite according to claim 1 wherein the 
steel cord is composed of a core wire surrounded by a 
number of strands. 

32. A composite according to claim 1 including a 
matrix of thermosetting resin. 

33. A composite according to claim 32 wherein said 
resin is a polyester resin. 

34. A composite according to claim 32 wherein said 
resin is an epoxy resin. 

35. A composite according to claim 32 wherein the 
matrix includes a filler material. 

36. A composite according to claim 35 wherein the 
filler is an inorganic material and is present in an amount 
of up to 60% by weight of the resin. 

37. A composite as in claim 1 including a plurality of 
layers of said reinforcing material and wherein the ratio 
of the number of steel cords to the number of glass fiber 
rovings in each of said layers is not greater than two. 



UNITED STATES PATENT AND TRADEMARK OFFICE 
CERTIFICATE OF CORRECTION 

PATENT No. : 4,119,748 Page 1 of 2 
DATED : October 10, 1978 
INVENTOR(S) : Germain Verbau.whede et all 

It is certified that error appears in the above-identified patent and that said Letters Patent 
are hereby corrected as shown below: 

Column 14, TABLE 3, the Composition of the pipe wall for 
compositions 13-15, 17-19 and 21 should read: 

Comp. 

3 V - R - H - R - R - V 
l4 V - R - H - R - R - V 

5 V - R - H - R - R - V 
17 V - R - R - H - R - R - V 
18 V - R.- R.-H...-H...- R - R - V 
19 V - R - H - R - AGRN - R - R - W 
21 V - M225 - V - R - R - H - R - R - R - v 
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It is Certified that error appears in the above-identified patent and that said Letters Patent 
are hereby corrected as shown below: 

Column 16, TABLE 5, the Composition of pipe wall 24 
should read: 

Comp. 

24 V - M450 - V - R - R - H - H - H - H - R - R - V 
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